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(54) SHIFTING MOLD TYPE CONTINUOUS CASTING MACHINE 
(11) 63-149051 (A) (43) 21.6.1988 (19) JP 

(21) Appl. No. 61-296462 (22) 12.12.1986 

(71) ISH1KAWAJIMA HARIMA HEAVY IND CO LTD(l) 

(72) HIROSHI TSUCHIDAO) 
(51) Int. CI 4 . B22D11/06 

PURPOSE: To prevent the unstability toward vertical direction without any distur- 
bance in shifting of a block mold by pushing a block mold for shifting mold 
against a guide roll of fixed frame through the pushing roll to be freely rotata- 
ble to a line direction. 

CONSTITUTION: The shifting molds connecting endlessly as supporting plural 
block molds 7 to a carrier body 23 are arranged as facing vertically. This 
shifting mold is driven along the guide-rail 6 of fixed frame 5. Molten iron 
is supplied into the continuous mold space 8 formed by this, cooled and solidi- 
fied, to cast the cast slab. In the shifting mold type continuous casting machine 
having the above constitution, the block mold 7 is pushed against the above 
guide roll from the pushing roll 16 to be rotatable to the line' direction. The 
above pushing roll 16 is rotatably arranged at one end of arm 14 supported 
on the braquet 13 and energizated by a spring 20 arranged at the other end 
part of arm 14. 




(54) SHIFTING MOLD TYPE CONTINUOUS CASTING MACHINE 
(11) 63-149052 (A) (43) 21.6.1988 (19) JP 
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(71) ISHIKAWAJIMA HARIMA HEAVY IND CO LTD(l) 

(72) HIROSHI TSUCHIDA(3) 
(51) Int. CI 4 . B22D11/06 

PURPOSE: To prevent the development of surface level difference by arranging 
protruded part and recessed part inserting into the protruded part on the joining 
face brought into closely contact with mutually each block mold composing 
of shifting mold and forcedly fitting the relative position of the adjoining 
block molds to themselves. 

CONSTITUTION: The shifting molds continuing endlessly plural block molds 
6 are arranged as facing to upper and lower sides and driven toward the same 
direction by driving rolls 4. By this, molten metal 2 is supplied into a continuous 
casting space formed at the facing part of shifting mold from a nozzle 3 of 
tundish 1, and the molten metal 2 is cooled and solidified by the mold 6, to 
cast the cast slab. In the above shifting mold type continuous casting machine, 
the protruded part 9 and recessed part 10 inserting this are arranged on the 
joining face brought into closely contact with mutually each block mold 6 T 
so as to have the side faces having n and r 2 distances from the center of roll 
4 as radius of curvature. In this way, the protruded part 9 of one side of adjoin- 
ing block mold 6 is inserted into the recessed part 10 of the other side of block 
mold 6, to forcedly fit the relative position. 




(54) PRODUCTION OF METAL OR ALLOY STRIP HAVING DEFORMED 
SECTIONAL FACE 
4C(H) 63-149053 (A) (43) 21.6.1988 (19) JP 

(21) Appl. No. 62-157894 (22) 26.6.1987 (33) JP (31) 86p,154575 (32) 1.7.1986 
(71) NIPPON STEEL CORP (72) YUICHI SATO(2) 
(51) Int. CP. B22D11/06 



PURPOSE: To produce the metal strip having deformed sectional face, which 
the thickness is regularly changed to width direction by injecting molten metal 
on the surface of cooling drum rotating at high speed from a nozzle having 
the specific shaped opening part. 

CONSTITUTION: On the surface of rotating roll-type metal-made cooled base-plate 
41, the molten metal in a crucible 43 providing coil 42 for heating is injected 
for rapid cooling on the cooled body 41 from the nozzle 44 in the crucible 
bottom face arranging in the interval of 0.05 — 3mm with cooled base-plate 
41 at 0.1 — 5kg/cm 2 injection pressure, to produce continuously the metal strip 
45. In this case, the nozzle arranged at the crucible bottom face and having 
rectangular shape or oval shape as paralleling to progressing direction of the 
cooling base plate 41 and plural opening parts 2 with size of I — 20mm long 
side length (/), 0.2 -5.0mm (d) and (/)>(d) and 0.2~2.0mm interval (a) is used 
and the metal strip 45 changing periodically thickness (h) for sectional face 
of width W direction. 
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